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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
Sin the drawings, any words are not translated. 

DETAILED DESCRIPTION 

petailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] this invention relates to the manufacture method for 
obtaining the sliced veneer makeup material by which it exfoliated and only the aforementioned base 
material sheet was transferred to the imprint layer by the front face, and equipment, after the imprint 
layer which has ornament layers, such as a grain pattern and a pattern, on a base material sheet pastes up 
and carries out the laminating of the imprint sheet come it possible to carry out the laminating of the 
ablation of on the sliced veneer of the shape of band-hke or a sheet. 
[0002] 

PDescription of the Prior Art] Usually, on the base material sheet 2 of thermoplastics, the laminating of 
the ablation of the imprint layer 6 is made possible, and the imprint sheet used in manufacturing this 
kind of sHced veneer makeup material comes [ the partial outline cross section of the example ] as is 
shown in drawing 2 . As an imprint layer 6, there is much what carried out the laminating of the 
ornament layers 4, such as stratum disjunctum 3 and a grain handle, and the adhesives layer 5 one by 
one with gravure etc. from the base material sheet 2 side like illustration. 

[0003] moreover, the sliced veneer used as the base portion of sliced veneer makeup material is made 
into the shape of band-like [ which can be rolled round ], or a sheet at the shape of a roll as it 
exaggerates or simplifies and the part is drawn on drawing 5 - having ~ the front face ~ many conduits 

slots 12 and 12 and - are formed 
[0004] If it hits obtaining the sliced veneer makeup material which carried out the adhesion laminating 
of the imprint sheet 1 to such a sliced veneer 10, and was transferred to the imprint layer 4 by the front 
face, they are the former and following (1). - (4) A method which was described is taken. 
[0005] (1) It is filled up with a filler 14 or adhesives. it is shown in drawing 6 (A) as the conduit of 
a sliced veneer 10 -- so that slots 12 and 12 and ~ portion may be ****(ed) [ namely, ] a conduit the 
composition of the imprint sheet 2 as it smooths so that the upper surface and the front face of a sliced 
veneer 10 may become flat-tapped, and shown in drawing 6 (B) after an appropriate time, after [ slots 12 
and 12 and ~ ] pasting up and carrying out the laminating of the imprint sheet 6 on a sliced veneer 10 — 
only the base material sheet 2 of the members is exfoliated from the imprint layer 6 
[0006] (2) it is shown in drawing 7 (A) ~ as - the conduit of a sliced veneer 10 ~ the composition of the 
imprint sheet 2 after pasting up and carrying out the laminating of the imprint sheet 6 on a sliced veneer 
10 with empty without ****(ing) slots 12 and 12 and ~ portion - exfoliate only the base material sheet 

2 of the members from the imprint layer 6 

[0007] (3) the above (2) the same ~ the conduit of a sliced veneer 10 ~ slots 12 and 12 and ~ portion 
with empty without ****(ing) Only the base material sheet 2 of the members is exfoliated from the 
imprint layer 6. the composition of the imprint sheet 2 after pasting up and carrying out the laminating 
of the imprint sheet 6 on a sUced veneer 10 - then, the conduit which has floated from the sliced veneer 
10 of the imprint layers 6 further as shown in drawing 7 (B) ~ slots 12 and 12 and - portion (portion 
which has not been pasted up) are dissolved by the organic solvent 18 ~ making ~ the imprint layer 6 — 
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a conduit - slots 12 and 12 and the inner skin of -- are made to meet 

[0008] (4) the above (3) the conduit which has floated from the sliced veneer 10 of the imprint layers 6 
after pasting up and carrying out the laminating of the imprint sheet 6 on a sliced veneer 10 similarly 
and exfoliating only the base material sheet 2 from the imprint layer 6 ~ slots 12 and 12 and -- portion 
.are swollen by the organic solvent — making -- the imprint layer 6 ~ a conduit — slots 12 and 12 and the 
inner skin of ~ are made to meet 
[0009] 

[Problem(s) to be Solved by the Invention] however, the above (1) like - the conduit of a sliced veneer 
10 in slots 12 and 12 and the thing which filled up -- with a filler 14 or adhesives ** a conduit -- ** to 
which design nature falls since the shape of a quirk becomes the result which it becomes less sharp and 
was carried out smoothly a conduit -- the process and time which dries a filler 14 or adhesives etc. 
with which slots 12 and 12 and - were filled up are needed, and there is a problem that productivity falls 

[0010] moreover, the above (2) like a conduit -- in what was made to carry out the adhesion 
laminating of the imprint sheet 1 to a sliced veneer 10 while slots 12 and 12 and had been empty ** a 
conduit ~ since the imprint layer 6 does not paste up in slots 12 and 12 and - portion a part for the 
periphery ~ coming floating — being easy ~ ** which an adhesive agent etc, tends to produce ~ a 
conduit, since air is contained in slots 12 and 12 and -- portion this conduit — there is a problem that 
slots 12 and 12 and — portion can shine and be seen, and become poor [ appearance ], and design nature 
falls in this case, the conduit which shines and appears — although slots 12 and 12 and -- portion are not 
so much conspicuous in the thing of a light color system, in the thing of a dark color system, as the 
design omission was carried out, it is conspicuous, and quality deteriorates greatly 
[001 1] the above (3) like -- the conduit of the imprint layers 6 slots 12 and 12 and -- portion by the 
thing it was made to dissolve by the organic solvent 18 It seems that the handle disappeared by the 
dissolution when the imprint layer 6 was a thin film, and becomes poor [ appearance ], and there is a 
problem that design nature falls, and it is the above (4). Like the conduit of the imprint layers 6 ~ in the 
thing it was made to make slots 12 and 12 and -- portion swell by the organic solvent conditions, such as 
thickness of the imprint layer 6, the blending ratio of coal of a solvent and its application addition, a 
dryness mode, and atmosphere (humidity, temperature), — in how a conduit ~ the case where the air in 
slots 12 and 12 and — does not fall out completely it is a conduit the case where air remains in 
slots 12 and 12 and — this ~ a conduit — slots 12 and 12 and ~ portion can shine and be seen, and 
become poor [ appearance ], design nature falls, and there is a problem that quality varies 
[0012] Without [ without it causes a fall, an adhesive agent, etc. of productivity, and ] producing the 
portion which seems to have carried out the handle omission, the place which it was made that this 
invention should solve a problem like ****^ and is made into the purpose is quality, and is to offer the 
manufacture method and equipment which can obtain the sliced veneer makeup material which was 
excellent in design nature. 
[0013] 

[Means for Solving the Problem] The manufacture method of the sliced veneer makeup material 
concerning this invention that the above-mentioned purpose should be attained The imprint sheet with 
which it comes it possible to carry out the laminating of the ablation of the imprint layer which has the 
ornament layer which consists of ink which contains B AIDA of solid thermoplastics in ordinary 
temperature on the base material sheet of thermoplastics fundamentally is used. The adhesion laminating 
process which pastes up and carries out the laminating of this imprint sheet on the sliced veneer of the 
shape of band -like [ which has permeability ], or a sheet, the heating softening process which heats the 
aforementioned imprint sheet and is softened, and the conduit in the aforementioned sUced veneer ~ the 
aforementioned imprint sheet laminating side in which the slot etc. is formed — the above from the field 
of an opposite side ~ a conduit ~ the air which remains in the interior, such as a slot, with the suction 
process which carries out vacuum suction through a sliced veneer the aforementioned imprint sheet 
composition ~ it is characterized by including the ablation process which exfoliates the aforementioned 
base material sheet of the members from the aforementioned imprint layer 
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[0014] the aforementioned heating softening process is performed after the aforementioned adhesion 
laminating process, and simultaneous [ with this heating softening process ] in the desirable mode of this 
invention method, - parallel ~ the aforementioned suction process is performed-Uke after this heating 
process, and the aforementioned ablation process is made to be performed after this suction process end 
[0015] Moreover, the manufacturing installation of the sliced veneer makeup material concerning this 
invention The adhesion laminating means which pastes up and carries out the laminating of the 
aforementioned imprint sheet fundamentally on the sliced veneer of the shape of band-Uke [ which has 
permeability ], or a sheet, the heating softening means which heats the aforementioned imprint sheet and 
is softened, and the conduit in the aforementioned sliced veneer -- the aforementioned imprint sheet 
laminating side in which the slot etc. is formed - the above from the field of an opposite side ~ a 
conduit ~ the air which remains in the interior, such as a slot, with the suction means which carries out 
vacuum suction through a sliced veneer the aforementioned imprint sheet composition - it comes to 
provide an ablation means to exfoliate the aforementioned base material sheet of the members from the 
aforementioned imprint layer 

[0016] In the desirable mode of this invention equipment, while seeing by the feed direction of the 
aforementioned sliced veneer and arranging the aforementioned heating softening means and a suction 
means from the aforementioned adhesion laminating means at a downstream, the aforementioned 
ablation means is further arranged from the aforementioned heating softening means and a suction 
means at a downstream. 

[0017] while heating an imprint sheet and making a sliced veneer soften an imprint sheet after an 
adhesion laminating in the manufacture method of the sliced veneer makeup material concerning this 
invention considered as composition like the above, and the desirable mode of equipment ~ a conduit ~ 
vacuum suction of the air which remains in the interior of crevices, such as a slot, (portion between a 
sliced veneer and an imprint sheet) is carried out through a sliced veneer thereby - a conduit ~ the 
conduit which Mizouchi's air was eliminated at the sliced veneer rear-face side, and has floated from the 
sliced veneer of the imprint sheets which are carrying out heating softening (it has not pasted up) - the 
conduit with which, as for a part for a slot, air was eliminated ~ it is made to extend so that the inner 
skin of a slot may be met, and sticks to it 

[0018] after that the aforementioned imprint sheet composition -- a base material sheet is exfoliated 
from the aforementioned imprint layer so that it may leave a part for the imprint layer of the members to 
a sliced veneer side, and the sliced veneer makeup material to which the adhesion laminating of the 
imprint layer was carried out is obtained 

[0019] thus, the thing done ~ a heating softening process and a vacuum suction process -- a conduit - 
while suction exclusion is carried out and air, such as Mizouchi, stops remaining there - an imprint 
layer the conduit of a sliced veneer -- the conduit which a sliced veneer has in the obtained sliced 
veneer makeup material since it sticks so that a slot inside may be met the shape of surface type 
including the shape of toothing appears, and the real feeling of shape of a quirk increases Therefore, 
without [ without it causes a fall, an adhesive agent, etc. of productivity, and ] producing the portion 
which seems to have carried out the handle omission, it is quality and the sliced veneer makeup material 
which was excellent in design nature can be obtained. 

[0020] On a base material sheet with detachability, the imprint sheet used for the manufacture method of 
the sliced veneer makeup material of this invention and equipment may transfer the imprint layer which 
consists of an ornament layer which carried out the laminating to a sliced veneer, and may prepare a 
mold release layer at a base material sheet if needed. Although an imprint layer has a common thing 
equipped with stratum disjunctum, an ornament layer, an adhesives layer, etc., no layers other than an 
ornament layer are necessarily needed, and are prepared if needed. 

[0021] As a base material sheet, thickness uses preferably 9-200 micrometers of 16-100-micrometer 
thermoplastics, in this case ~ since heat conduction becomes bad by the usual roll imprint method while 
becoming insufficient [ intensity ] with thickness being too thin (it being smallness from 9 micrometers) 
and becoming too thick (it is size from 200 micrometers) in cost quantity ~ imprint speed ~ late -- not 
carrying out ~ it does not obtain but productivity falls 
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[0022] as a concrete material of a base material sheet -- lines, such as a polyethylene terephthalate and a 
polybutylene terephthalate, -- lines, such as polyester, nylon 6, and Nylon 66, - the thermoplastics films 
which have flexibility, those layered products of polyolefmes, such as a polyamide, polyethylene, 
polypropylene, and thermoplastic elastomer olefin, and a polyvinyl chloride, etc. are desirable Li 
addition, it is desirable to use small PET for fabrication of draw magnification (biaxial stretching PET) 
etc. as the aforementioned polyethylene terephthalate. When cost, printing justice, and a moldability are 
especially taken into consideration, it is desirable to use the sheet of a polyolefine system resin or a 
polyvinyl chloride resin. 

[0023] A melamine, sihcone, amino alkyd, urethane, a urea, an epoxy resin, etc. are used for the mold 
release layer prepared in a base material sheet if needed. About 0.01-5 micrometers of thickness are 
desirable. It is also possible to add an additive and to adjust peel strength. In order to adjust the gloss of 
the front face after an imprint, you may add well-known mat agents, such as a micro silica, in a mold 
release layer. 

[0024] In addition, if easy, after an imprint remains to a base material sheet side, a mold release layer 
means the layer in which ablation with an imprint layer is closed, on the other hand stratum disjunctu m 
transfers after an imprint to a traasfq n;ed-£>biect (sliced veneer) side^^l^^^^^^^l^^e^n 
i^^S^SLSL^jsSSSMd^^^, andjhe becomi]^^ is performed between a mold release 

layer (base material sheet) and stratum disjunctum. 

[0025] As stratum disjunctum prepared in an imprint layer if needed, it is desirable to use acrylic resin, a 
urethane resi n, a vinyl chloride vinyl acetate copolymer , a butyral resin, a cellulose system resin, etc. I n 
diis case, acra licxesiy^ is de ^^irable when abrasiveness and transparency are taken int o conside ration. 
[0026] In order to make surfkcesUppagT^ 

material sheet ablation), it is desirable as an additive to add a polyethylene wax, a Teflon wax, camauba 
wax, paraffin wax, etc. When used for the part exposed to a sheathing use or sunUght, it is desirable to 
add a benzotriazol system, a benzophenone system, a salicylic-acid system ultraviolet ray absorbent and 
a hindered MIAN system stabilizer, a phenol system antioxidant, and a thermostabiUzer, 
[0027] The laminating of the stratum disjunctum is carried out by well-known technique, such as 
gravure, a roll coat, screen-stencil, and offset printing. The thing of what [ not only ] formed patte rns, 
such as a grain handle, partially or,ex.ten iis ^,bii^^^^ whole surfa ce solid colon 

fransparen pe, or a coloring^ ouaau,ejcemjiia y^r is,^s^ form a 

pattern, it is chosen from acrylic resin, a vinyl chloride vinyl acetate copolymer, polyester resin, a 
cellulose system resin, a urethane resin, etc. as a binder which consists of an ink layer colored by the 
pigment and the color. In addition, you may prepare vacuum evaporationo, antistatic, an infrared filter 
layer, a ultraviolet-absorption layer, etc. as an ornament layer and stratum functionale. When only an 
omament layer is an imprint layer, it forms in the ink which makes solid thermoplastics BAIDA in 
ordinary temperature. When it has the stratum disjunctum and/or imprint layer of thermoplastics (it is a 
solid-state at ordinary temperature), you may be a concavo-convex pattern by embossing to a metal thin 
film or stratum disjunctum etc. 

[0028] An adhesives layer is a layer for transferring an imprint layer to a transferred object (sliced 
veneer), and carrying out an adhesion laminating, and it is desirable to use sensible-heat adhesives here. 
In addition, an adhesives layer can be omitted when it has adhesive property with sufficient imprint 
lamination layers other than adhesives layers, such as an ornament layer and stratum disjunctum. 
[0029] Especially as sensible-heat adhesives, thermosetting resin, such as thermoplastics, such as acrylic 
resin, a vinyl chloride vinyl acetate copolymer, polyester resin, styrene resin, chlorination polypropylene 
resin, and polyamide resin, and a urethane resin, an epoxy resin, etc. is desirable, and carries out the 
laminating of one or more sorts of resins chosen from these by well-known technique, such as gravure, a 
roll coat, screen-stencil, and offset printing. In addition, adhesives should just be applied at least to one 
side by the side of an imprint sheet or a sliced veneer. 

[0030] The sliced veneer used as a transferred object on the other hand is a woody system veneer which 
has permeability, and that [ its ] whose thickness is about 0.05-0.2mm is desirable. A sheet-like thing 
can also be used for it although a sliced veneer is efficiently producible if it is a band-Uke (the shape of a 
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continuation sheet) thing. It may carry out as an object which prevents the crack of a sliced veneer at the 
rear face (reversal copy side) of a sliced veneer, and does not spoil the permeability at the time of a 
suction process as a base material at it, and the thing which made Japanese paper, textile fabrics, or the 
nonwoven fabric rival may be backed. Moreover, a plywood and a collection agent may be used for a 
sliced veneer, and you may use it in the plate-Uke (the shape of a sheet) state, and may use it in a curved 
surface and a three-dimensions configuration, a sliced veneer - a front face -- a conduit if there is 
irregularity, such as a slot and annual rings, it will be set as the object of this invention and **, an oak 
(oak), lauan, a teak, MERAPI, a Japan cedar, a hinoki, a pine, a cherry tree, etc. will be mentioned as 
tree species 

[003 1] In this invention method equipment, to heat so that the skin temperature of a base material sheet 
and an imprint layer may become below fusion temperature above a softening temperature is demanded 
at a heating softening process. This heating temperature should just be about 50-200 degrees C, when 
formed with the usual resin material which the base material sheet and the imprint layer described 
above. 

[0032] as a heating softening means, it presses with infrared radiation, hot blast blasting, dielectric 
heating, and heating rollers (rubber, metal, etc.) - the thing using the technique of ** can be used 
moreover, the conduit of the sliced veneer closed with the imprint layer at the suction process - from 
the field (rear face) of an opposite side, through the aforementioned sliced veneer, vacuum suction is 
carried out and the air which remained in Mizouchi is eliminated by the suction means which consists of 
a vacuum pump etc. with an imprint sheet laminating side in this case ~ since heating softening of the 
imprint layer is carried out as described above ~ vacuum suction ~ an imprint layer — the conduit of a 
sliced veneer ~ it sticks so that the inside of crevices, such as a slot, may be met 
[0033] The ablation process which exfoliates a base material sheet may be performed after an adhesion 
laminating process, without passing through a heating softening process and a suction process, and after 
a heating softening process and a suction process end, you may leave a base material sheet as a 
protection sheet without carrying out to the following processes (painting process etc.). 
[0034] In addition, you may paint on an imprint layer front face if needed after the aforementioned 
exfoliation process end. As for the paint to be used, it is desirable to use the coloring or the transparent 
and colorless thing which can look at an imprint layer through a fluoroscope. As a resin (binder) system, 
fibrin system resins (a nitrocellulose, cellulose acetate, etc.), 2 liquid hardening polyurethane resin, an 
amino alkyd resin, acrylic resin, fluororesin, etc. can be used. Coating thickness is usually about 1-100 
micrometers. 
[0035] 

[Embodiments of the Invention] With reference to a drawing, the form of operation of this invention is 
explained in detail below. Drawing 1 shows roughly 1 operation form of the sliced veneer makeup 
material manufacturing installation for enforcing the manufacture method of the sliced veneer makeup 
material concerning this invention. 

[0036] The sliced veneer makeup material manufacturing installation A of this operation form is sHced 
veneer makeup material 10' by which it exfoliated and only the base material sheet 2 of the imprint 
sheets 10 was fundamentally transferred to the imprint layer 6 by the front face after pasting up and 
carrying out the laminating of the imprint sheet 1 to the front face of the sliced veneer 10 used as a band- 
like continuation sheet. It is made to be obtained. 

[0037] In this operation form, on the base material sheet 2 of thermoplastics, the laminating of the 
exfoliation of the imprint layer 6 is made possible, and the aforementioned imprint sheet 1 comes as 
shown in drawing 2 . For the imprint layer 6, in itself, the well-known thing is used, the laminating of 
stratum disjunctum 3, the ornament layer 4 of the grain handle which consists of ink containing resin 
BAIDA, and the adhesives layer 5 is carried out one by one with gravure etc. from the base material 
sheet 2 side, and each these imprint layer is ordinary temperature (a room temperature or ****** 
environmental temperature.). Usually, it becomes about a maximum of 80 degrees C from a solid resin 
binder at the temperature below a setup. The thickness is about 3-50 micrometers. 
[0038] moreover, the sliced veneer 10 is shown in drawing 5 ~ as — the front face ~ many conduits — 
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slots 12 and 12 and - are formed and the thickness is about 150 micrometers The nonwoven fabric 15 
(refer to drawing 3 ) is backed by the rear face (reversal copy side) of this sliced veneer 10. 
[0039] while the sliced veneer 10 which began to be rolled from the state of the winding roll BR is 
guided by rollers 26, 23 (this serves as an impression cylinder), 27, 34, and 29 here -- abbreviation 
sliced veneer makeup material 10' to which it was conveyed horizontally and the adhesion laminating of 
the imprint layer 6 was finally carried out ******- it is rolled round (winding roll CR) 
[0040] That is, it lets first the sliced veneer 10 which began to be rolled from the state of the winding 
roll BR pass between the delivery guidance roller 26 of the vertical couple arranged in the style of the 
best, and 26. Between the aforementioned delivery guidance roller 26 and 26, it also lets the imprint 
sheet 1 around which it began to be wound from the state of the winding roll DR pass, the front face of 
the aforementioned sliced veneer 10 is made to opposite-** this imprint sheet 1 between the 
aforementioned delivery guidance roller 26 and 26, and it is pressed at the same time the front face with 
heater 21 which constitutes an adhesion laminating means from this state is let pass and heated between 
the lamination roller 20 made of silicone rubber, and a backup roller 23. Thereby, adhesion laminating 
fixation of the aforementioned imprint sheet 1 is carried out on the front face of the aforementioned 
sliced veneer 10 (adhesion laminating process). 

[0041] Thus, the sliced veneer 10 to which the adhesion laminating of the imprint sheet 1 was carried 
out is cooled enough, and the adhesive strength between a sliced veneer / imprint layer serves as size 
from the adhesive strength between an imprint layer / base material sheet. Then, it is sent in in the 
infrared radiation heaters 32 and 32 which constitute the heating softening means 30, and the chamber 
3 1 in which ~ was built. While entrance 31a and outlet 3 lb to which the proper airtight means 
(illustration abbreviation) of the shape of a slit of the grade which can let the sliced veneer 10 by which 
Ae adhesion laminating of the aforementioned imprint sheet 1 was carried out to this chamber 3 1 pass 
was given are formed, to the bottom located in the rear-face side (reversal copy sheet laminating side 
side) of the aforementioned sliced veneer 10, the vacuum suction path 35 connected to the vacuum 
pump 40 which constitutes a suction means carries out opening. 

[0042] While passing through the inside of the above-mentioned chamber 3 1, it is usually heated by 
about 100-150 degrees C, and is made to soften the aforementioned imprint sheet 1 so that the skin 
temperature of the base material sheet 2 located in the upper surface side and the imprint layer 6 may 
become below fusion temperature above a softening temperature by the aforementioned infrared 
radiation heaters 32 and 32 and ~ (heating softening process). 

[0043] this and a conduit [ in / the aforementioned sliced veneer 10 / in simultaneous parallel / by the 
aforementioned vacuum pump 40 ] ~ slots 12 and 12 and the aforementioned imprint sheet laminating 
side in which — is formed — the above from the field (rear face) of an opposite side ~ a conduit ~ 
vacuum suction of slots 12 and 12 and the air of ~ which remains in the interior is carried out through a 
sliced veneer 10 (suction process) 

[0044] The air in «1ntR 17 anH 17^anH is eliminated outside through the v acuu m suction path 35 and a 
vacuum.43u mD 40 fronLa-s liaed ^eneer rear-face side, thereby -- ^ com luit — tne conduit whlchJbia s 
floated from the sliced veneer 10 of the imprint sheets 1 which are carrying out heating softening (it has 
liorpasted up) ~ the conduit with which, as for slots 12 and 12 and portionTairwas eliminaEeS^^^Ts 
made to extend so that slots 12 and 12 and the inner skin of ~ may be met, and sticks to it (refer to 
drawing 3 ) 

[0045] And after being made to cool wit h the cooling system 45 w hich contained the cooUng air blow- 
off nozzles 46 and 46 and - in casing 47 after coming out ot the aforementioned chamber 31, imprint 
sheet composition— the base material sheet 2 of the members is made to exfoliate from the 
aforementioned imprint layer 6 with the ablation roller 28 and the imprint sheet winding roll ER which 
constitute an ablation means (ablation process), and sliced veneer makeup material 10' (10+6) to which 
the adhesion laminating of the imprint layer 6 was carried out by this is obtained In addition, you may 
paint on imprint layer 6 front face if needed after an ablation process end. 

[0046] thus, the thing done - a heating softening process and a vacuum suction process - a conduit ~ 
while suction exclusion is carried out and the air in slots 12 and 12 and ~ stops remaining there, it is 



h g eg b eb eg e e 



Page 7 of 8 



shown in drawing 3 -- as -- the imprint layer 6 -- the conduit of a sliced veneer 10 - sliced veneer 
makeup material 10' obtained since it stuck so that slots 12 and 12 and inside might be met the conduit 
which is set and a sliced veneer 10 has — the shape of a quirk appears and a real feeling increases 
Therefore, without [ without it causes a fall, an adhesive agent, etc. of productivity, and ] producing the 
portion which seems to have carried out the handle omission, it is quality and the sliced veneer makeup 
material which was excellent in design nature can be obtained. Comparative experiments were 
conducted by the basis of the following conditions using the equipment of drawing 1 that such an 
operation effect should be checked. 

[0047] (i) This invention method equipment ** imprint sheet 1 ... The base material sheet 2 is polyester 
film whose thickness is 25 micrometers [Product made from a Diamond File]. The imprint layer 6 one 
by one on the base material sheet 2 by made in [ of an acrylic resin system ] stratum disjunctum 3[, Inc. 
[ Showa ] Industrial Place Thickness 3micrometer], The weight specific-humidity object of 1 to 1 of 
acrylic resin and a vinyl chloride-vinyl acetate copolymerization resin is used as a binder. What carried 
out gravure of thickness [ of 10 micrometers ]] to the whole surface by made in [ of thickness 
2micrometer] and a vinyl chloride-vinyl acetate copolymerization resin ] adhesives layer [, Inc. 
[ Showa ] Industrial Place by made in [ of the oak handle which becomes this from the ink which added 
the pigment ] ornament layer 4[, Inc. [ Showa ] Industrial Place. 

[0048] ** a sliced veneer 10 ... a urethane-resin system - a ground layer [the product made from Beach 
2 Paint] ~ carrying out ~ 2 g/m2 a conduit with a thickness of 200 micrometers which carried out 
surface coating - what backed the Vinylon nonwoven fabric at the lauan veneer rear face which has a 
slot 

[0049] ** Adhesion laminating process ... It imprints by part for 130 degree-Cx5m/. 

** Heating softening process ... The skin temperature of the base material sheet 2 and the imprint layer 6 

is heated at 120 degrees C by the infrared radiation heaters 32 and 32 and ~. 

** a suction process ... a conduit [ in / the aforementioned sliced veneer 10 / by the vacuum pump 40 ] ~ 
slots 12 and 12 and the aforementioned imprint sheet laminating side in which ~ is formed ~ vacuum 
suction from the field (rear face) of an opposite side 

[0050] (2) It is the same as the above-mentioned operation gestalt except not performing the 
aforementioned suction process using the same imprint sheet 1 and same sliced veneer 10 as the 
example above of comparison. 

[0051] (3) With the operation gestalt of the comparative-experiments result this invention method 
equipment it is shown in drawing 3 ~ as ~ the imprint layer 6 ~ the conduit of a sliced veneer 10 ~ 
sliced veneer makeup material 10* of slots 12 and 12 and ~ which had stuck so that an inside might be 
met, and was obtained As opposed to the shape of a quirk having appeared and having been good also as 
for design nature the conduit which a sliced veneer 10 has — in the example of comparison it is shown in 
drawing 4 ~ as ~ a conduit — slots 12 and 12 and ~ portion ~ air ~ remaining --**** — the imprint 
layer 6 a conduit ~ the sliced veneer makeup material which it has floated in slots 12 and 12 and ~ 
portion, and adhesion is poor, and was obtained ~ a conduit — slots 12 and 12 and ~ had shone and it 
was what is inferior in design nature as compared with what is depended on this invention 
[0052] 

[Effect of the Invention] according to the manufacture method of sliced veneer makeup material and the 
equipment applied to this invention so that I may be understood from the above explanation ~ a heating 
softening process and a vacuum suction process — a conduit - while suction exclusion is carried out and 
air, such as Mizouchi, stops remaining there ~ an imprint layer ~ the conduit of a sliced veneer — the 
conduit which a sliced veneer has in the obtained sliced veneer makeup material since it sticks so that a 
slot inside may be met ~ the shape of a quirk appears and a real feeling increases Therefore, the 
outstanding effect that it is quality and the sliced veneer makeup material which was excellent in design 
nature can be obtained is acquired, without [ without it causes a fall, an adhesive agent, etc. of 
productivity, and ] producing the portion which seems to have carried out the handle omission. 
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